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(57)Abstract: 

PROBLEM TO BE SOLVED: To efficiently 
mass-produce a plastic form of 
constructing/civil engineering concrete by a 
i4 , continuous extrusion method utilizing a 

thermoplastic product, a waste PET bottle or 
the like which have been almost impossible to 
>it£2^ reutilize and have been subjected to disposal 



heretofore. 

SOLUTION: A required waste thermoplastic 
product or waste PET bottle is crushed to 
obtain pellets with a required size and the 
crushed pellets are guided to a melting 
apparatus to be melted at required temp, and 
the obtained plastic melt is guided into an 
extruder from the melting machine while held to required temp, and continuously 
extruded into a mold 14 for a required form from the extruder to be molded and the 
demolded plastic molded object is quenched to be cured while the cured plastic 
molded object is cut into required length to obtain a plastic form for a 
constructing/civil engineering concrete form and a metal joint for connecting the form 
is obtained. 



* NOTICES * 

JPO and INPIT are not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect 
the original precisely. 

2. **** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 
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CLAIMS 



[Claim(s)] 

[Claim 1]A process and; this crushing pellet which crush necessary abandonment 
thermoplastic articles, an abandonment PET bottle, etc, and are made into a pellet of 
a necessary size are drawn in a dissolving machine, Holding a process and; plastics 
solution which dissolve with required temperature to required temperature. 
Continuous extrusion is carried out into a necessary mold public-funds type from a 
****** process and; this extrusion machine into an extrusion machine from this 
dissolving machine. A process of carrying out quick cooling of the 
plastic-goods-molding object of which; unmolding was done with a process to mold, 
and hardening it; a plastic form continuous extrusion method of construction and 
concrete for engineering works which comprises a process which cuts a hardened 
plastic-goods-molding object to length as required, and is used as construction and a 
plastic form for concrete forms for engineering works, and;. 
[Claim 2]A plastic form continuous extrusion method of construction and the 
concrete for engineering works according to claim 1 which sets this melting 
temperature to 255 degreeC t and changes considering this retention temperature as 
245degreeC. 
[Claim 3] 

** formed of two or more stiffener molding bodies provided in parallel at an interval, 
and this stiffener molding body 

A mold for plastic form molding considered as a mark. 
[Claim 4] 

** formed of two or more stiffener molding bodies provided in parallel at an interval, 
and this stiffener molding body 
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A plastic form considered as a mark 
[Claim 5] 



A mold for plastic form molding forming **. 
[Claim 6] 



A plastic form forming ##„ 

[Claim 7]MetaI joint for both-ends connection characterized by comprising the 
following. 

A concave main part which engages with a wide area formed at a tip of a stiffener of 
adjoining plastic form both ends. 

An engagement piece formed at a tip of this concave main part toward the inside, 
respectively. 

[Claim 8]A serrate part which fits into a triangle corner of a wide area formed at a tip 
of a stiffener of plastic form both ends which adjoin both sides of a concave main part, 
Metal joint for plastic form both^ends connection comprising a height formed caudad 
toward pars-basilaris-ossis-occipitalis pars intermedia of this concave main part, 
changing the length of the topmost part of this serrate part mutually, and considering 
it as a mark. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 
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[Field of the Invention]In this invention, about the plastic form continuous extrusion 
method, its plastic form, and metal joint of construction and the concrete for 
engineering works r in more detail, It is related with the plastic form continuous 
extrusion method, its plastic form, and joint of construction and the concrete for 
engineering works using thermoplastic articles, an abandonment PET bottle, etc. 
which could hardly reuse and of which it laid on the shelf 

Therefore, the plastic form continuous extrusion method, its plastic form, and metal 
joint of construction and the concrete for engineering works as what is replaced with 
a plywood form simultaneously with waste treatment are obtained. 

[0002]In construction and the engineering^works spot, in order to slush freshly mixed 
concrete, a plywood form is in use and the plywood form of immense number of sheets 
is used. This plywood form has processed the wood which cut down the subtropical 
lignosa. 

In order to manufacture this mold, other wood must be used in large quantities, 

[0003]In order to manufacture the plywood form for placing freshly mixed concrete, 
there is a plywood of the following standard size. 900x1000; 600x1800 (cm); Thickness 
is 12 (mm). Although there is various thickness, the mold for construction has the 
thickness 12 in use (mm). 

[0004]In accordance with the size of a drawing, the mold for construction is 
processed for the plywood of the above-mentioned standard size, that time — an 
auxiliary material — processing manufacture — it carries out — if it kicks, it will not 
become. When processing a mold, since a plywood is cleft via an electric saw, it is 
generated in large quantities by "saw waste", and surplus materials also increase in 
number. A great labor and time are needed for processing of this surplus material. 
[0005]Thus, erection (what is called erecting) is carried out for the processed mold for 
construction in a construction site. However, since the mold for construction is not 
correctly manufactured from an end to an end, it not necessarily carries out erecting 
of the mold for construction which processed the above-mentioned auxiliary material. 
[0006] 

[Problem(s) to be Solved by the Invention](1) However, processing into this 
appearance the wood which cut down the subtropical lignosa in large quantities, 
manufacturing a mold or using other wood leads to destruction of nature, and it is a 
problem very much environmentally. 

[0007](2) Large-scale equipment, a labor, and time are needed for disposal processing 
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of thermoplastic articles, an abandonment PET bottle, etc. currently used in a quantity 
immense as a food container etc. in recent years. 

[0008](3) Since this joint does not stick to the stiffener of a plastic form when it is 
going to connect plastic forms using publicly known joint, an auxiliary material is 
needed, 
[0009] 

[Means for Solving the Problem](1) A process which crushes necessary abandonment 
thermoplastic articles, an abandonment PET bottle, etc., and is made into a pellet of a 
necessary size, In an extrusion machine from that of this dissolving machine, holding a 
process which draws this crushing pellet in a dissolving machine, and is dissolved with 
required temperature, and a dissolved plastic solution to required temperature A 
****** process, A process which carries out continuous extrusion and is molded in a 
necessary mold public-funds type from this extrusion machine, and a process of 
carrying out quick cooling of the unmolded plastic-goods-molding object, and 
hardening it, As what is replaced with plastic form continuous extrusion Noritoki of 
construction and concrete for engineering works which comprises a process which 
cuts a hardened plastic-goods-molding object to length as required, and is used as 
construction and a plastic form for concrete forms for engineering works at a plywood 
form. It is a plastic form continuous extrusion method of ****** and concrete for 
engineering works. 
[0010] 



Two or more stiffener molding bodies provided in a line, and two or more slots formed 
of this stiffener molding body 



It is a mold for plastic form molding forming 1-mm inclination toward an inner corner of 

this height from ******. 

[0011] 

C3) mm<a&f* mmm^^mi^-^mm-rr^ 
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Two or more stiffener moiding bodies provided in a line, and two or more slots formed 
of this stiffener molding body 

fzmw^(D^Ar ssgi. msm. b**>kk ztiiztztz-n 

It is a plastic form forming 1-mm inclination toward an inner corner of this height from 
[0012] 

(4) mw®M& t s £ i £ tt s mm^ik £ x ^©rtflitc^tf e,*i.fc^^£« 
^ i^ra^a^^Mft t » ^cn^^ff tm^-pfrz <^ms£ cj; t) 

^igoa^t, «Eiffl3&*w:fc»»t i *«a>»ca6Sflc©iB'TfaETaiaais^ ess cat 
m-t zffimtcBm&titifftmmcDJc* ©ass. arss^ sv<o.is«:7ic7 

It is a mold for plastic form molding carrying out. 
[0013] 

(5) mm®m* trnz t zmm&#t^ ^©rtincRtf ztuz-zntm 
mm,* tut: im&mt, mmw^&nm® ±.tm& %m»fefS'*-ej&jsa? 
f?^©Bap£. ^ca0*#:Kp^-r s^^^^^i^® ffitf^T^a^x ewe** 
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It is a plastic form carrying out, 

[0014](6) They are a concave main part which engages with a wide area formed at a 
tip of a stiffener of adjoining plastic form both ends, an engagement piece formed at a 
tip of this concave main part toward the inside, respectively, and the metal joint for 
******** plastic form both-ends connection. 

[0015](7) A serrate part which fits into a triangle corner of a wide area formed at a tip 
of a stiffener of plastic form both ends which adjoin both sides of a concave main part, 
It is the metal joint for plastic form both-ends connection comprising a height formed 
caudad toward pars-basiiaris-ossis-occipitalis pars intermedia of this concave main 
part, changing the length of the topmost part of this serrate part mutually, and 
considering it as a mark. 
[0016] 

[A mode of implementation of an invention] A necessary thermoplastic article which 
could hardly reuse conventionally and of which it laid on the shelf in this invention, 
Crush an abandonment PET bottle etc., consider it as a pellet, dissolve this crushing 
pellet within a dissolving machine, and it is considered as a dissolved plastic solution, 
This is supplied via an extrusion machine succeeding inside of a moid public-funds 
type for molding from this dissolving machine, Quick cooling of the unmolded 
piastic-goods-moiding object is carried out, and a hardening plastic-goods-moiding 
object is cut, and it is considered as construction and a plastic form for concrete 
forms for engineering works, and is a plastic form continuous extrusion method, its 
plastic form, and metal joint of construction and concrete for engineering works. 
[0017] 

[Exarnple]Lessons is taken from an accompanying drawing and the example of an 
invention of this claim given [ each ] in a claim is described. The example which molds 
the plastic form of the construction and the concrete for engineering works which has 
two or more stiffeners for the invention of claim 1 and two statements is described in 
drawing 1 in which this invention is shown serially, and 13. 

[0018]Necessary thermoplastic articles, an abandonment PET bottle, etc. of which it 
lays on the sheff are introduced into a necessary crusher (not shown), and it crushes 
in a size about 2 mm in diameter, and is considered as the pellet P. 
[0019]Draw this crushing pellet P in the dissolving machine 10, and it dissolves at the 
temperature of 255 degreeC as shown in drawing 1 , The plastics solution is led in the 
extrusion machine 12, holding to 245 degreeC, two or more stiffeners 54 and 54 from 
this extrusion machine 12 — with a stream, the plastic body which while had „, and 
was drawn in molding public-funds type 14, and was unmolded is quenched for about 
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30 minutes, and is stiffened, and it cuts to the after-hardening necessary length, and 
is considered as the plastic form 50 according to claim 3. 

[0020]lt has the molding sections 14a and 14a which mold the stiffeners 52 and 52 
into the both ends of one molding public-funds type 14 for the invention of claim 3 and 
four statements to mold this plastic form 50 in draw ing 2 and 3 f and is the height 14b 
to the direction of a longwise hand of these molding sections 14a and 14a, 

i4b &mmL, m^mm ub, 14 b©T*»* ^±^^m^ -^xasgi 4 

c p BUcj &ffi,m 14b, 14b <&±$$fr £> JL^" ic fqj ~> x 

It is alike, and it goes and 1-rnm inclination is formed, respectively. 
[0021 ]adjoining these molding sections 14a and 14a — the inside stiffeners 54 and 54 
— the molding sections 1 4e and 1 4e for forming „ these molding sections 1 4e and 1 of 
the inside which provides vertically and in parallel with a required interval, forms 14f 
in 14 f of slots, and adjoins these molding sections 14a and 14a 

4 e <DTmm& &_bsrfcwaap i4d 1 ,ei4d 1 *»a t rsa* 1 a c 

. B 1 4 c 2 4 it^ msm 14d r @ 1 4 d x <D® $ a = a jgsse 

14d z and 14d 2 are provided horizontally, further, the bottom plate 14h is formed in the 
lower part of these members at one T and these 14 f of slots form 14 g of slots which 
lead to the upper part and the ceiling board of „ 1 4f in 1 4 f of each slot. Therefore, the 
wide areas 52b and 52b are molded into the lower end of this plastic form 50 and 
these stiffeners 52 and 52. 

[0022]They are molding public funds of the plastic form 60 of another side of the 
invention according to claim 5 in dr awing 5 , 

It has the molding sections 16a and 16a which mold the stiffeners 52 and 52 into the 
both ends of one molding public-funds type 16 for molding the mold 60 made from KU, 
the heights 16b and 16b are formed in the direction of a longwise hand of these 
molding sections 16a and 16a, and it is the upper part from the lower end part of these 
heights 16b and 16b. 
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biSl^j^oTSS 16c 2 vB16c 2 ^J£5i& SSC 1 6 c . @16 

1-mm inclination is formed toward the upper part, respectively from the corner of c 2 . 
[0023] 

1 G d & S C 1 *§£>^ 1 6 # g£SSg I6c 2 .S16c 2 

TJ£5l£ L fcS^ 18e r gl6e 1 ^ffi fc: /]* * ~ ft JB^iE 1 6 e 2 . 1 4 e 

2 ' is provided horizontally and the bottom plate 16h is formed in the lower part of these 
members at one. Therefore, the wide areas 62b and 62b are molded into the lower end 
of this plastic form 60 and these stiffeners 62 and 62. 

[0024]Therefore, in the outside of these stiffeners 62 and 62 of these plastic form 60 
both ends molded by 16 g of molding grooves of this molding public-funds type 16 as 
shown in drawing 5 and 6, it is necessary width. 

62c and 62c are molded. 

[0025]In drawing 1 and 13, draw this crushing pellet P in the dissolving machine 10, 
and it dissolves at the temperature of 255 degreeC, The plastics solution is led in the 
extrusion machine 12, holding to 245 degreeC r two or more stiffeners 54 and 54 from 
this extrusion machine 12 — it leads in molding public-funds type 16 of another side 
which has ... and with a stream, the unrnolded plastic body is quenched for about 30 
minutes, and is stiffened, and it cuts to the after-hardening necessary length, and is 
considered as the plastic form 60 according to claim 4, 

[0026]In drawing 8 , the metal joint 70 for plastic form both-ends connection according 
to claim 5, This concave main part 70a that engages with the adjoining plastic form 50 
and these wide areas 52b and 62b formed at the tip of the stiffeners 52 and 62 of 60 
both ends, and the engagement pieces 70b and 70b formed at the tip of this concave 
main part 70a toward the inside, respectively are comprised, 
[0027]In drawing 10 and 1 1, to the pars intermedia of the pars basilaris ossis 
occipitalis 80a of the main part 80 for plastic form both-ends connection according to 
claim 6 of metal joint. The plastic form 50 which goes caudad, forms the projection 
80b and adjoins, and the serrate parts 80c and 80c which fit into the triangle corners 
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52c and 62c of the wide areas 52b and 62b of the stiffeners 52 and 62 of 60 both ends, 
The length of 80 d of pieces of the topmost part of these serrate parts 80c and 80c 
and 80d of pieces f is changed mutually, and it is considered as a mark. 
[0028]They are the both ends of the plastic forms 50 and 60 in the example of claim 3 
in drawing 9 . 

®«*5 2, 6 2 ©±«^6Kfa«5 2 a i»@«6 2 a lmm^S* 

Since it forms, 2-mm inclination is formed with the stiffeners 52 and 62 of both sides. 
[0029]When not forming 1-mm inclination but it is right-angled temporarily, and 
concrete is placed, it may be got blocked unawares. In the example which formed 
2-mm inclination by both sides, if this stiffener 62 is set by the jizumi shown by a 
dotted line as this metal joint 70 and 80 is made to engage with these stiffeners 52 
and 62 and it is shown in drawing 1 2 , these stiffeners 52 and 62 will serve as a straight 
line, and will serve as a flat surface. 
[0030] 

[Function of the Invention]If claim 5 and the metal joint 70 and 80 of six statements 
are made engaged, claim 1 and the plastic forms 50 and 60 manufactured by the 
plastic form continuous extrusion method of the construction and the concrete for 
engineering works concerning the invention of two statements, As shown in drawing 7 
and 12, this plastic form 50 and 60 **** are united on a straight line, a flat surface is 
formed, and the surface of discontinuity after molding does not occur. 
[0031] 

[Effect of the Invention](1) Are hardly conventionally recyclable by claim 1 and the 
continuous extrusion method of two statements, Since mass production becomes 
possible about the plastic form of construction and the concrete for engineering 
works efficiently using thermoplastic articles, an abandonment PET bottle, etc. of 
which it could not but lay on the shelf, It becomes what is replaced with the plywood 
form which was processing and manufacturing the wood which cut down a lot of 
subtropical lignosas by killing two birds with one stone, and destruction of nature is 
prevented and it becomes desirable environmentally. 

[0032](2) Therefore, the plastic form of the molded construction and the concrete for 
engineering works becomes strong, and it is rich in endurance. 
[0033](3) When claim 5 and the metal joint 70 and 80 of six statements are made 
these plastic forms 50 and 60 shown in drawing 1 and 12 engaged, as it is shown in 
drawing 9 , they are these both ends. 

«*© Ji*** SSSW&ttB SB* T? 1 mmC)^S^}f« L . Wm^2 mm 4 & « 
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In ** T if these plastic forms 50 and 60 are engaged to compensate for jizumi t it is 
united on a straight Sine, and a flat surface is formed, the surface is finished beautiful, 
and a line does not arise at all in a knot. 

[00343(4) This serrate part 80c of the main part 80 for plastic form both-ends 
connection according to claim 6 of metal joint, Since these serrate parts 80c and 80c 
fit into the triangle corners 52c and 62c of the wide areas 52b and 62b of the plastic 
form 50 and the stiffeners 52 and 62 of 60 both ends r 80c grasps both and connects 
certainly, 

[0035](5) Furthermore, since the projection 80b was formed caudad toward the pars 
intermedia of the pars basilaris ossis occipitalis 80a of this main part 80 of metal joint, 
if the tip of a ratchet (not shown) is fitted into this projection 80b, removal of this main 
part 80 of metal joint will become easy. 

[0036](6) Since the length of these 80 d of pieces of the topmost part of this main 
part 80 of metal joint and 80d of pieces T is changed mutually and it is considered as a 
mark, if it has and attaches only one side of these 80 d of pieces, and 80d of pieces ' 
in using again this main part 80 of metal joint, the rate of damage will decrease. And if 
it attaches with 80 d of one pieces 25 times and then attaches with 80d of pieces [ of 
another side ] ' 25 times, it will come to bear a total of 50 use. 



[Translation done.] 



12 



<i9)H#BM#mf (jp) 02) ^ m IrF 3V ca) (nmm&m&m^ 

#112001-18276 
(P2001-18276A) 

(43)^M B ¥^13^ 1 £23 0 (2001. 1 . 23) 



(51) IntCL 7 








B 2 9 C 47/00 






r 2 ^ c 47/nn 4 n n n /i 


B 0 9 B 5/00 


Z AB 




R2 81R 7/^=1 T? 4 17 9 n 7 
D * 0 D t / o*± r *± V & \J i 


B28B 7/34 






B 2 9 B 17/00 4 F 3 0 1 


B 2 9 B 17/00 






E 0 4 G 9/05 4 G 0 5 3 


E 0 4 G 9/05 






B0 9B 5/00 ZABQ 












#P¥H-225619 




(71)ffiJgA 599111286 










(22)m*B 


¥^11^7^5B(1999.7.5) 




MMmLm&MM-T @ 10# 5 # 
















*S^«ffiKi«^¥-TB70#ll^- 








(74)-ft«A 100064023 








jm± 7j<C*t 











(57) 

[11] ^rs • .t^mmK^x ia „ £ = ^ ^ y - *> 

U -?=7^-y2 ^ffi Sr gf 3f id**? L ft a* f£ 
& L T 8Mb b , 8Mb U fc ^7 * ^ * £ fifeSff Sr Fir 




(2) #gf 2001- 1 8276 



s-csstaigi ; 7 mmzmmum khz im^cmz] mm-mms.* 2 55° ct u getsMms 
r# Lftas e>a"^fffi*^tf mm^ii^tjs< igt : saw & 2 4 5 0 ct Lrj*5ii*js 1 mm.<vmm • ±*« - 

KIST-¥tf('& u (t^tLfcffi*co«7|^Mf$:t. 10 J; 9 Jggg^ ft fell 

Mf&ZtifcffiWmpzk* ©a$, Sfi^ iSgfSg, Etf<Z>iBfcJ*e¥fc:i*tf 5*ifc 
{S{SH«^3?fei*^s-*-^«l£g|iB£a^i:^ s.^i3 . St BS 3& * # rt « <D R Jh *|S S 

is t -r 5 ^ * ^ v 9 wm^mmmw, im 4 ] 

3r*»f* tS^ t KIMS** 4 y fit E3 1? * fit ffi — ^ 

HDWespff HR»t hfrlztimntiMLfSMttik . RiW SH*fc:.fc 0 H&fc£ftfc» 

i&f&t! ftfti^5«&<D-;*c* OgLffU @«!t^ ^SSB. S&«>g&fi2*¥iC& t>ft-fe 

B*c»-j5-r'*»j?Tti:»jKaEnft:»f*«<o**«>aais^ kssb^ eseud 

mucTk^i^mtf t>nfziZig elm zm&gfss&mmt k> „ tgra 

40 



so 



(3) #f! 2001-18276 

3 4 



j&jfcfa <o jfcSB K fall l^i^T*^ HMi S frfcfl^ Jt 



be 

[0 0 0 1 ] 



Sriif^-rafctt. jsfet?3«sfc^iz)-&*asfca 0 9 0 0 x 

1000; 600x180 0 (cm) ; 1 
2 (mm) n ff^iW/f JS^l 
2 (mm) ^±STfe5 Q 

C2) mwvm&t&z t&ftir %\ti\] 



10 i^i#»it5 0 *a>«, «a«-tjpx«fpL4 

[0 0 0 5] w^«Jc:'bTJpxsnfc*RfflS#SraHI 
aSixftv^-c, i»»^**«SriPXUfc«lHfflffl#0 

20 [0 0 0 6] 

M^Kti^t^ilS] (1) L^U rfi0« 

[0 0 0 7] (2) 3E*ls IT^Mit 

^BflfcaSi&Wfcft*. 
[0 0 0 8] (3) »y 3 ^y^J|^T/7Xf 

ff£ -7" 7 * * £ KM#iOa* til* « L ft ^ (O T , 
[0 0 0 9] 

D - h Zf7*?-y2 t "t" S IS t & Jt£ & 

[0010] 

50 



(4) mm 2001-18276 

5 6 

<©s#> Essi. srsak isaBoiBc^^ctt^&nfcHBfHft 

fife Lfc r t SrfSIS t i" 5 * *f~ y 9 W£kftl§M.mWfc [0011] 

10 

©ssas. e*4^ as*, sas<o®K: &*. 

WjifflJ^^SE^itiSPWrtSifclBl^oT 1 mmCOmi^in [0012] 

j& u fc i t & #m £ i~ 5 ^ ^ * =?■ v >> MW/Wr- fe s „ 

ltJ^-a0/TrC^)S;**ifcrrSScD*^ @Sg£. iSS, E 3B © B K 7k 5p 

30 

ufc ~ t itS77^f ^ mm&i&mmm&'e [0013] 

fit, 4^ ^BliS*)SI# £ . ^rri]^*f|:i^^^^$ iMtilj^-K t ic J: 0 
ttfc 1 «©j*i t > i£ Gil ft ft] ©±T3gfr &3ffHmfit * -?I$J££ ftfcjS 

igsaoEJSgi. *ia»*#i=Bii(E-#-*ift«*«ai«:©iBT?BfT»aWx sashes* 
5®bftk0^^ nfcsf»««>** oasu-, E«ti. s^p©sit-*¥ 
cat* *ifcK« = ft^36fii*w* zmfc&mmw » m&&*faft 

[ooi5] (7) Wj&*#;o>mMz* mm-tz-?"?* so [ooie] 



7 



(5) 



WBB 2001-1 8 276 

8 



b , R*5^ y h Sr SANK F*3 "e*#F b T ^ 7 * ^ 



or l. 



[0 0 1 7 3 

^TtBb 13C»T, 215*05*93*:* 

1 4 b S^jSL, KJRBtt I 4 b . 14 b 



[001.8] mm&fr£tb&ffiwifovM&-? i 7 ? 

h P 

[0019] Hi tc^ii 19 % 1^ 5, h p 

ftlOftCi^ 2 5 5° ccoms^i^b, ^(ozfy 

^^-y^mm^, 2 4 5 q c^ffifstft^ibwtuai 2 

-;fr<ojS;!BJB&S!i 4rt*c*#. RiUc77 

[0 0 2 0] @2 S 3^»T, 11*1 3. 4fB*<03S8J 

tftmm&Mi 4(ommi^ a* 5 2, 5 2*j*m-5jij& 

S*F|S 1 4 a , 1 4 a S:=ff U KjaSSSfB 14a. 14a(?) 



x . Ei4c ][ ^:^^b. mm&mi 4b, 14b GDJtg#* & ± K & T 



3® 14c 2 , S14c 2 £f£|&b. »gi 



i-^^or^^ 1 mmiO^KSrJgfifc-rSc 4 e ■ • Sr@ff*IWRn?SttB.oS|i?T^K*tTail 4 f , 

[0 0 2 1 ] Kj?B;S!SB 14a, 14a fclpffiLTrtflljCO 1 4 f • - ^MU RfiESISP 14a, 14a i-RiTt 

5 4 s 5 4- • *JgjSi-SfcifefiDritSSB 1 4 e , 1 &fom<n&$Mft i4e, 1 

4 e <DT3g£S^ & Jh^ic^Sgp 1 4d r HI 4 d 1 t»J«tTfB8 1 4 c 

. E 1 4 c 2 £*tJGB£ it, ISS I4d p B 1 4 d 1 OBK^S ft^fi^SSIg 

2,52 cDTJB^SJEffl 52b, 52bi ^jsESSJx 



1 4 d 2 , i 4 d 2 £r7K¥^!£bb 3EK\ rjifjgffl^ 
TSB^J£4S Hh £H*i-f£tf\ p£flt l 4 f , l 4 f ■ so 

- (o.hmtm-mi^m 1 4 f kji 1 4 g srjgja; 



[0022] bis^t, if * ^1 5 f e -ft (7> ^ ^ 60 ffi co 



^ 6 0 fcf&m-f-Z fc 46iO— *«7?rftS!JH^S! 1 6 <7D |l6b, 16b b, ^^.feiSl 16b, 16b» 

ft* 5 2. 5 2 Srfifcffi-t-SfiESffi 1 6a, 16 T4S*FB*^±*t- 
a *r*b, fitj^Sffl 16a, 16a CD«ft#iTlFi]^Sfefi 

^ ±M ^ f^i?v ^ tag i6c , gi6c 9 4ist, ata-ap i 6 c „ . gie 

^ 40 ^ ^ 

c 2 <Dj& , A*t>±j3fo\n\±*'z>X&# 1 mm^^DiaSrJBrit-f- [0 0 2 3] 



S 1 6 c *e:3sj-jB b 



Tjg^bfcS^ 16e r E16e 1 Offik/h^ ttHAK^fi IBc^ 14c 



fr— W^Kttfc t>fi0T*fe5 o got, tt^^^-y^M [0 0 2 4] t^oT, 1115, 6 J->^i"il 9 , 



(6) 



[200 1 -18276 



10 



6 2a £EI§5 6 2 a i *tfl£SS *K ^0^70 OHftJPMtt 



6 2c, 62c £rj&^1-£ Q 
[0 0 2 5 ] Hi, 13 fcli&T, 



*P«10rttft % 2 5 5° CCOM^Ti^U ^O:/ 
^^^y^*?iSS:, 2 4 5° CW^LW^jMil 



Dfljg*#:7 0 a ^, !£[M2#*7 0 a <ajWftfcft«£|^ 
^oT*^MLfcff^}T7 Ob, 70b >^bj$5& 

[0027] 11] 10. 11 MJ*T, 6 fB«t^^^ 

*5 2 s 6 2 GDifBltSE 5 2b, 62b CO ^^JgfiSffl 5 2 
c s 6 2 c l^Jtl^WiS 80c, 80cL S 
l§*4fcgfi 8 0c, 8 0c Oft_hffl^>t- 8 0 d , Jt 8 0 

[0 0 2 8] 09 t^T, !f 3 COHifiMfcJ&T. V* 



2>«*52. 6 2 ©±»3^6»S*5 2 a t»@aP6 2 a 4-e % lmmcD^JK* 



[0 0 2 9] 3g= Ugfc s l mmCD4gE4rBj5£*i*a[ft 4: 

WT% 5 2,62 KHJt&MSlv* 3^yf70, 8 

0 Srffi^£i£\ B| l 2 M^Stlc, 6 2 Sr^jRT 

^i-S6«fc-frfc^tbK, Rtt*5 2, 6 

[0 0 3 0] 

[«fl0>f£ffl] !ff**Il, 2|B*co56Wt-«5ftia - ± 

oiafpLfc^^^y^wsfiss o, 60^ m^m 

5, 6 IBtt^&JRKv 5 3 yf ^ b 7 0 „ 8 0^§« 
6 0iH«f.H$^^ v ¥E4rJI?rfcU fi!tS»tf) 



[0 0 3 1 ] 

» ft ^ o ft: SftWaitt /7Xf^^S a , Pm^-< y h ■ /K 
T\ ± S GO & «*R L Sr Jp X L XWfe L 
[0 0 3 2] (2) ffioT, JdaBSftfcJMt • ±*JB=i 
[0 0 3 3] (3)01, 12(^1 ^/7^f^ 



tfSBKttJrtf 0 , K# S Ki»*s^:< ^ Dftv\ 

[0 0 3 4 ] (4) St*«6|E«^^ , 9^^^i'SBa# 
PniKKittffl AMK 3 >f v h 8 0 (DfiMSSttSS 8 o 

5 2, 6 2 ©BJEffl 52b, 62b 5 2 

c, 6 2 c ^K«#4ftSB 8 0c, 80c ^ftrfr CD 

[0 0 3 5] ( 5 ) JEfc, BtAJRjK^ 3 >T > 8 0 

£0|£^5 8 0 a O^WBBtC, T^J^^l^oT^tS 8 0 b * 

[0 0 3 6] (6) X, i^li^3^yF*#8 0^) 



0 + Hit 8 0 d , Jt 8 0 d 7 (D 

* LT, 80dfe25 Bl*oT5tft^, ft^ffi, 

nan ^(Dmmim^m^miwM^m^mmmK 
(oy^x^y&mmt:, a « ^ * - * ^ r -f * ^ y p 
ft * £ s v y ^ ^ ^ ^ ^ tfm.T & ft. * 

[03] IU 2 ^M^M-e^M Lf:/7^f s/ ^M§^fr L 



(7) 



¥m 20 0 1-18276 



11 

[04] h 3 <r>-? $ mwwcn mmwMiKtvx? 

fio-ffi»fffiB:*:BP^«BlT- fc £ 0 

ffi »r s km -e s o 10 #gd ^s* n ± ^ 



12 

[18] 07 ^3llfi^Jt^Tffiffit"5^«Kv ? 3 >f >- N 
[09] 



P . . 

1 0 - 
1 2 ■ 

1 4: ' 

14a 
14b 
1 4 d 
1 4 e 
1 4 £ 
1 6 - 
16a 
1 6 b 

16c 
J. 6 d * - 



4 g - • • dcSlift ; 



i * 



16c 



ass. 



1 6 e . 



ass. Mi 



1 6 f 
1 6 g 



20 



[Si 11 HI 0O^7Xf^gS#«^)g^ 

[Hi 21 H9^^^^^^J8S#twKJ«(7>S*|3± 

JbiB 

50 ■ * * -%<D?7X^y#lBmifr \ 

5 2 a - - • s 

52 b- - - ffij£S|5 ; 

54 • • - E^ffiSTk ; 

60 — - m-Jmy^^^ypmwM ; 

6 2*— a.A ; 

6 2 a * - - aas % ESS ; 

6 2b 

6 2c 
5 2 - 
5 4 • 

7 0 • 
7 0a 

7 0b 

8 0 • 
8 0a 
8 0b 
8 0c 
8 0 d 
S 0 d' 



- -W HZ 



a* ; 
«* ; 

* mu ; 




(8) 



■Wi 2001-1 8276 





(9) 



2001-18276 



m si [am 




(10) 001- 1 8276 



[Hi 3] 



S©^iSo^l/9 bits 



(11) 



?m 200 1 -18276 



[ffidi B ] 1 lf-l U 2 2 0 ( 1 9 9 9, 1 1. 

2 2) 

[fitE**] 

[9 2] Hi eo^^ x^ s/ ^^#5g«*fffliSI;:»T. 
[Bio] ffi^^g$gi>3-Y^^^^^^^^^^M 



[ID 3 ] 2 ©SIMtj*! Lfc ^ * ^ s/ * 

[II 4 1 03©^7^^ 'SBBrSJia;*:SS» 

[S3 5 I rt«t»*^^ftH*tftv^5^^^^J^ 
#SrriHH+ £ it ft O^ffiAfflwtt^WrffiH-C *> S Q 

[IS] 6 I B 5 ^ffl^T'j&SS Lfc x^y ^§IS# 
w - £E Wrffi ft Tvf^ T fc £ 0 

[1118 1 H7^HJjt«^»Tffifl!i"SAHtt^3-r V h 
[09] 



[112] m 9 y ^ S®#co^g^^rtl-± 



[E 



i3] : commco-^y mmmmw^k * 1 4 ° 1 *— * E ^ ; 



1 4 d 2 ; * « jggg ; 



p * — 






1 4 d * 


■ - Hftjgg 


m ; 


10- ■ 


• «4HK ; 




1 4 e - 






12- 


* «*tU» ; 




1 4 f , 


1 4 g — * 




14 — 






16 — 




14a* 






1 6 a * 


• ■ f&WM ; 




14b- 


• - ; 




16b^ 


• ■ ; 






1 6 


c £ ^ 1 6 c g # 




5 : 




1 6 d ■ 


• • &sm ; 




5 2c- 


■ • HfcJKJP 


m ; 








5 4 — 








1 6 e t * • - 3 


6 0 — 










6 2 — 


- a* ; 




16 f • 












1 6 g ■ 












5 0 — 




mm ; 


62b ■ 






52 - ■ 






6 2c- 


- . =mm 


iffl ; 








5 2 — 








5 2a • 


; 


54 ■ • 


• ** ; 




5 2b- 






70' < 







¥tm 2001-18276 



7 0 a - * - EHB*# ; 

7 0b- • - fi^fr ; 

8 0--- i&-Jj<DZ/B 4 is h ; 
8 0a--- J&iS ; 

8 0b- - - ; 

8 0c- • - mmxm ; 

8 0 d - - • — ^<75Jn- ; 
8 0 d' • ♦ * fe^^Jfo 

tffiiEM*»P^i mm 



(51) Int .CI. 7 *Bfi|E^- F I 7~w~K 

// 82 9 K 305 :26 

F^ — 4D004 AA07 AC04 BA02 CAI4 CA29 

CA32 CA41 CB16 DA03 DA06 
4F207 AA50 AG06 AG21 AH47 AR06 

KAQ1 KA17 KJ08 KM 15 KW26 

KW41 KW44 KW45 KW50 
4F301 AA21 AA25 AD02 BF16 BF25 

BF29 BF31 
4G053 AA07 AA19 BAGS BD11 CA15 

CA16 CA21 DA03 EAD2 EE 02 

EB05 




